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Commissioner for Patents 
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Dear Sir/Madam: 

INTRODUCTORY COMMENTS 

In response to the Office Action dated July 13, 2010, finally rejecting claims 1, 8 and 16- 
23, please amend the above-identified U.S. patent application as follows: 



Amendments to the Claims are reflected in the listing of claims which begins on page 2 
of this paper. 



Remarks begin on page 5 of this paper. 
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AMENDMENTS TO THE CLAIMS 

1 (currently amended). An in-mold coating method in which a resin molded product is molded 
and coated in a mold cavity formed between female and male molds, the method comprising: 

a first step of injecting molten resin into a mold cavity with an injection machine; 

a second step of molding a resin molded product after injecting of the molten resin into 
the mold cavity by reducing a volume of the mold cavity in accordance with a thermal 
contraction of the molten resin to shape the molten resin; 

a third step of forming a gap for injecting a coating material between a resin molded 
product and a surface of the mold cavity by slightly opening the mold when the resin molded 
product solidifies to an extent to which the product can withstand the injecting pressure and 
flowing pressure of the coating material; and 

a fourth step of injecting the coating material into the gap and clamping the mold again, 

wherein the mold-clamping forces in the second and fourth steps are controlled so that 
the deformation of the mold by clamping is substantially the same in the second and fourth steps, 
and 

wherein the mold-clamping forces used in the second and fourth steps are substantially 
the same. 

2-7 (canceled). 

8 (currently amended). An in-mold coating method in which a resin molded product is molded 
and coated in a mold cavity formed between female and male molds, the method comprising: 

a first step of injecting molten resin into a mold cavity with an injection machine; 

a second step of molding a resin molded product after injecting of the molten resin into 
the mold cavity by reducing a volume of the mold cavity in accordance with a thermal 
contraction of the molten resin to shape the molten resin; and 

a third step of injecting a coating material between a resin molded product and a surface 
of the mold cavity when the resin molded product solidifies to an extent to which the product 
can withstand the injecting pressure and flowing pressure of the coating material, 

wherein the mold-clamping forces in the second and third steps are controlled so that the 
deformation of the mold by clamping is substantially the same in the second and third steps, and 
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wherein the mold-clamping forces used in the second and third steps are substantially the 

same. 

9-15 (canceled). 

16. (previously presented) The in-mold coating method according to Claim 1, wherein the 
pressure of the mold-clamping force in the fourth step on the coating material per unit area 
ranges from 1 to 20 MPa. 

17. (previously presented) The in-mold coating method according to Claim 1, wherein the 
pressure of the mold-clamping force in the fourth step on the coating material per unit area 
ranges from 1 to 10 MPa. 

18. (previously presented) The in-mold coating method according to Claim 1, wherein the mold- 
clamping forces used in the second and fourth steps are such that the difference between the 
mold-clamping forces in terms of in-mold pressures obtained by dividing the forces by the 
projected area of the mold cavity is 5 MPa or less. 

19. (previously presented) The in-mold coating method according to Claim 1, wherein the mold- 
clamping forces used in the second and fourth steps are such that the difference between the 
mold-clamping forces in terms of in-mold pressures obtained by dividing the forces by the 
projected area of the mold cavity is 3 MPa or less. 

20. (previously presented) The in-mold coating method according to Claim 1, wherein the mold- 
clamping forces used in the second and fourth steps are such that the difference between the 
mold-clamping forces in terms of in-mold pressures obtained by dividing the forces by the 
projected area of the mold cavity is 1 MPa or less. 

21 (previously presented). The in-mold coating method according to Claim 8, wherein the 
pressure of the mold-clamping force in the third step on the coating material per unit area ranges 
from 1 to 20 MPa. 
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22 (previously presented). The in-mold coating method according to Claim 8, wherein the 
pressure of the mold-clamping force in the third step on the coating material per unit area ranges 
from 1 to 10 MPa. 

23 (previously presented). The in-mold coating method according to Claim 8, wherein the mold- 
clamping forces used in the second and third steps are such that the difference in mold-clamping 
force in terms of in-mold pressure obtained by dividing mold-clamping force by the projected 
area of a mold cavity is 5 MPa or less. 



DC 279760.1 



Receipt date: 08/26/2010 



10535423 ~GAU: 1791 



Application No. 1 0/535,423 5 Docket No. : 80444(302768) 

Amendment dated August 26, 201 0 
After Final Office Action of July 13, 2010 

REMARKS 

Claims 1, 8 and 16-23 are pending. Claims 1 and 8 have been amended to correct 
antecedent basis. Claims 2-7 and 9-15 are canceled. No new matter is added. 



Claims 1, 8 and 16-23 are rejected under 35 USC 112, second paragraph, as being 
indefinite. (Office Action p. 2). 

The antecedent basis issue in claims 1 and 8 has been corrected as required by the 
rejection. The rejection is now moot. 

In view of the above amendment, applicant believes the pending application is in 
condition for allowance. 

The Director is hereby authorized to charge any deficiency in the fees filed, asserted to 
be filed or which should have been filed herewith (or with any paper hereafter filed in this 
application by this firm) to our Deposit Account No. 04-1 105. 

Dated: August 26, 2010 Respectfully submitted, 

Customer No. 21874 Electronic signature: /James E. Armstrong, IV/ 

James E. Armstrong, IV 

Registration No.: 42,266 
EDWARDS ANGEEE PAEMER & DODGE 

LLP 
P.O. Box 55874 
Boston, Massachusetts 02205 
(202) 478-7375 

Attorneys/Agents For Applicant 
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